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a comeoted to <h« control device is provided »tich is triggered by l- X^^tL'tl^H- 



5«< 



Jii l'"*^ 'P: "^^""^ '^^'^"^ ^ configured to receive from the means a signal 

17-7 jLif^i^n'^'^''^^'''^'^'^^'''^'^^^^^ 5^ ^ 

r 3 o /.'.. / 1 cuirent to the electrode rollers; and ysSf A^/^ 

wherein the control device is configured to receive from the means a signal tt^'' 

indicating the edge of the article to be welded has exited between the electrode rollers ^.h^ 
and m dependence thereon to deliver to the switch arrangement a signal to discontinue 

the welding current to the electrode rollers.- A*^ 




-13. (Qtf& Amended) A welding apparatus according to Claim J^, characterized in that 
the means for detecting the deflection comprises a setting arrangement by means of 
which the response to the position of the leading edge of the article to be welded is 
adaptable to the thickness of the article.- 



r --14. (Once Amended) A welding apparatus according to Claim 13, cham;terized in that 
/ the setting arrangement has a disk with a plurality of regions of different thickness in a 
\ predetermined proportion to the thickness of the articles to be welded.- 

--15. (Once Amended) A welding apparatus according to Claim 14, characterized in that 
the disk is rotatably arranged, and the regions are recesses of different depth in the disk 
which are preferably each marked with the corresponding thickness of the article to be 
welded.-- 
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the electrode rollers includ 

whe,^ti.we,dto^t«provi<iedtoti.eelectro^^ 
5 leadlSf edge of the article is positioned between the 
1 8- The method of claim 1 7, xvher- 
^ ' ^ metal article between the ej 

lit' 
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ice of the sheet 
the position of one or both of 




»step( 



of detemiining the presence of the sheet 
^"'^^^'^"^^"^i^g the movement of one of the 

10 (3)Anappax^fo,^;;343heetn«.taI articles, compri^^^ 
at least two electrode rollere; 
a welding current source; 

"eldiiig cmren. souw to the « le^ two electrodes; md 



it4s determined that the qq 

m 

electrodes, y) 

H 

CD 
I- 

m 
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none 




tHcelect«.erollers,wherein.;;^S^,^,^,^^^ 

n.etaIa^clesisdisposedbetweentheelectroderoUe..andasecondsignal^^^^^ 
of the sheet metal articles are disposed between the electrodes; 

herein the switchmeans changes from the second signal output to thefirstsign^ 
output ^„anedgeof*esheetmetalanicleisdisposedbetv.e„^e electrode roU^^ 
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ann for mounting one of the at least two electrode rollers, v^^in inserting the edge of the 
dieet melal article to be welded causes the ann and mounted roUer to pivot away fiom 
another of the at least two electrode rollers. 
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relief, ^^Lf ^h^jm^ 4^ yfolW^JttA^ /^^"^^ 
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